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Å sd Order ID 62375 
Tuesday, September 28, 2010 1:57:22 PM 


en, MEN per AG serve se ONO 


Revision ID: 


Hem Name: Replacement Skidtube So HAN 
Start Date: 9/28/2010 Start Qty: 1.00 II ID Cust Item ID: i 
Required Date: 10/12/2010 Req'd Qty: 1.00 A Customer: 
Reference: 
DIS Run Ser JAN 
Approvals: Process Plan: Date: Tooling: Date: 
Sto 

oc: Date: SPC (Y/N): Date: > AO 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 


| Draw Nbr Revision Nbr | a 
| D2580 Rev D | 

AR A A o | 

100 0.00 


DOCUMENT CONTROL 


A 


Document Control 


Memo 


110 


Photocopy D205-634 bluefile & type labels per PPP D205-634-041 CHG002 N 


0.00 


0.00 


\ 


/ ANCES o 


BENDING MACHINE - SKIDTUBES 


UU 


Bend 1 . Memo 0.00 
CNC Delta 100 Bender 1-Bend as per program D2580.C on CNC Bender and Folio 16 


LIO H 


2-Cut tubes as per Dwg. D2580 


3- scribe batch# in aft end of tube 


Dart Aerospace Ltd i . WS ` 
WORK ORDER CHANGES 


obrova A roval 
DATE | STEP - PROCEDURE CHANGE By | Date | Qty | chii Eng/ PP 
; Prod Mar” QC Inspector 


Part No: l PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: ; Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


ise SER Description of NC ETT Action l Section B 
Section A 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QA\NCRWO RevE 


a 


3 1 


* Work Order ID 62375 + Y 


Tuesday, September 28, 2010 1:57:22 PM 


Page 2 


pai... EGEN a AA setup Start JH 


Revision ID: 


Item Name: — Replacement Skidtube stop JH 
Start Date: 9/28/2010 Start Qty: 1.00 qT HL) Cust Item ID: 
Required Date: 10/12/2010 Req'd Qty: 1.00 Il KÅL Customer: 
Reference: 
a Run Stare AN 
Approvals: Process Plan: Date: Tooling: Date: 
2 QC: Date: _____ SPC (Y/N): Date: ds TI Iil I | I] 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
0.00 
mo / — BL10fe OE 
kidtubes Memo 0.00 
Skidtubes 1- Deburr ends and remove marks bending marks Å 


2- C'sink holes as per dwg without cutting fluid 


3- Prepare tube for welding, remove alodine as required. 


130 QC5- Inspect part completeness to step on W/O 0.00 


a dial ebk 


Memo 
Quality Control 


A o 


Dart Aerospace Ltd 


W/O: 
DATE | STEP 


Part No: es PAR #: 


Description of NC 
Section A 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QANCRWO RevE 


Fault Category: NCR: Yes No DQA: 


Disposition: ___ i QA: N/C Closed: 


Corrective Action Section B Verification 


Initial Action Description Sign & Section C 
Chief Eng Chief Eng Date 


Approval 
Chief Eng 


¿| Approval 
mele ‘Inspector 


Approval | 
QC Inspector 


ha 
Éi 


Page 3 


Tuesday, September 28, 2010 1:57:22 PM 50.3 


Eds i 


Item ID: 
Revision ID: 


TY 


pr 


D205-634-041 A 


Setup Start 


AA AN 


LA 


Ss 


Stop 


Item Name: Replacement Skidtube* ae re ax 
Start Date: 9/28/2010 Start Qty: 1.00 ll] Ill | Cust Item ID: 
Required Date: 10/12/2010 Req'd Qty: 1.00 HI Customer: 
Reference: | 
Run Stare (NN 
Approvals: Process Plan: Date: Tooling: Date: 
Stop 
oc: Date: SPC (YIN): Date: ANA 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
140 0.00 
Skidtubes Memo ; 0.00 
Skidtubes : : 
1-Weld step D2576 as per Dwg. D2580 and QS1 004 ; 
A/RODO Aluminum Rod "DUS PE g BL JO pp 
2-Prep per QSI 005 and weld crossbolt spacers D2579 as per Dwg. D2580, QSI 
004. ps 
For D2579 spacers, weld one side, pass 3/8" drill, weld other side, pass 3/8" 
drill : 
À A/RODO Aluminum Rod 22257768 ÉL n 10 /0 0 
l 3-Grind welds as per Dwg D2580 Grind flush ridge made from bending l 
4-Drill holes for wearplates using DT 8217 & DT8937 Open holes to 19/64", 
E adjust stopper not to hit web.Deburr 
A F 
5-Counterbore crossbolt spacers to 7/16" ID x 1.0" deep as per Dwg D2580. BA I A o/o O a 
l Deburr holes 
/ : “e 
6-Drill pilot holes for aft cap using DT 8215Open holes to 0.208". Deburr 
7-Drill pilot holes for Tow ring using DT8091, open to .640"and Deburr he + o Es | 
så” SSE, ; 
e go 
A Te X 
å < E wy 
å wy å 
Y inn = Be på ES OG 
E Em is Mak 
s ¥ ie ae å A? | 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


— 
Approval 

DATE | STEP PROCEDURE CHANGE Date | ay Chief Eng / Approval 

Prod Mar nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


pare ‘rer AA | of NC Corrective Action Section B 


Ford E Fe 
EE A Initial Action Description Sign & Section Ford Chief E Qc Fe 
Chief Eng Chief Eng Date 


NOTE: Date 4 initial all entries 


H:\fFORMS\Quality Assurancelapproved QANCRWO RevE 


4 e 


` Work Order ID 62375 
Tuesday, September 28, 2010 1:57:22 PM 


Page 4 


item ID:  D205-634-041 Aani ND sete seere HU ON 
Revision ID: ' 
Item Name: Replacement Skidtube es AI il I Il Il 
Start Date: 9/28/2010 Start Qty: 1.00 AA Cust Item ID: 
Required Date: 10/12/2010 Req'd Qty: 1.00 A Customer: 
Reference: 
Run Stort AN 

Approvals: Process Plan: Date: Tooling: Date: 

oc: Date: SPC (YIN): Date: A 
Sequence ID/ Operation Set Up/ Tool ID Tool? Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
150. QC10- Inspect visual per QS1004- ground welds 0.00 C 
yn = ls 
Quality Control 
160 QC5- Inspect part completeness to step on W/O 0.00 
AN ol Go 
QC Memo 0.00 Siol f gi 
Quality Control 
170 Pressure Wash per QSI005 4.3 0.00 VE /O- 13 
mu - 0 a) 


Hand Finishing 


Re-alodine tube as per QSI 005 section 4.1.2.1 do not acid etch and leave fwd 
cap out of solution. 


ei a 


uti 
Dart Aerospace Ltd 


W/O: WORK ORDER CHANGES 
Approval 
DATE | STEP PROCEDURE CHANGE Chief Eng / 


Approval 


Prod Mar QC Inspector 


Part No: PAR +: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


DATE | STEP Description of NC Corrective Action Son E > Verification | Approval | Approval 


Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 62375 AA Pages 


Tuesday, September 28, 2010 1:57:22 PM 


KIDS... Rae ee eo AD see see NN 


Revision ID: 


Item Name: — Replacement Skidtube step HANNA 


Start Date: 9/28/2010 Start Qty: 1.00 UI ll Il Cust Item ID: 
Required Date: 10/12/2010 Req'd Qty: 1.00 A Customer: 
Reference: 
Run Stare A 
Approvals: Process Plan: Date: Tooling: Date: 
QC: Date: O SPECON ates A 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Code Qty Qty Number Stamp 


Hour, 
180 White yy, 3.5.1) per QS1005 4.3-Alum 0.00 , F% Jd Å fo E 1/3 
DO SSA D. 
0.00 


Powdercoat 


Memo : 
Powder Coating START TIME: fo; Í0 
OVEN TEMPERATURE: (Jada > 
FINISH TIME: WDE 
På 


190 QC3- Inspect Part Finish 0.00 

>) HÅ \ ( 
NH ae LW 
ge Memo 0.00 


Quality Control 


Dart Aerospace Ltd 


W/O: WORK ORDER CHANGES 


Approval 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: —— Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


DATE | STEP Description of NC Gorrecnve Acton SANE Verification | Approval | Approvai 


Section A Section C Chief Eng QC Inspector 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QA\NCRWO RevE 


4 . 


Work Order ID 62375 
Tuesday, September 28, 2010 1:57:22 PM 


Page 6 


Item ID: D205-634-041 Ascent AN AS UN 
Revision ID: 
Item Name: Replacement Skidtube sop HA 
Start Date: 9/28/2010 Start Qty: 1.00 I) HL) Cust Item ID: 
Required Date: 10/12/2010 Req'd Qty: 1.00 HA Customer: 
Reference: 
Run Ser JAN 

Approvals: Process Plan: Date: Tooling: Date: 

oc: Date: SPC (Y/N): Date: a NN 
Sequence 1D/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
200 0.00 
ng wne Re JÅ gida vo 
Hand Finishing 


1-Install inserts & wearplates & Gaskets a$ per Dwg. D2580. Use a drop of 
L- Sikaflex on insert holes before installing wearplates 


AR O00 Sikaflex-291 AALS] {poo 
i i tl lo ¡a 


Sikaflex expire date: 


2-Coat D2594-3 O' rings with Petroleum Jelly and install on D2594-1 plugs as 
x per Dwg D2580 


€ 3-Inspect for foreign object per QSI 024 


4-Install 2855 Aft Cap as per Dwg D2580 and seal Fwd Step & Aft Cap with 
Sikaflex. Clean excess adhesive 


A/R 


Sikaflex expire date: 


5-Wing 
(Batch: 


DO Sikaflex-291 AA (( Sf (HO 
tito 


o0 


E as_per MUSE and QSI 005 4.4 


Dart Aerospace Ltd 
W/O: WORK ORDER CHANGES 


DATE STEP | © PROCEDURE CHANGE | CHANGE Qty | chief Eng / ‘Approval 
Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


a stes D EE of NC Corrective Action Section B 


— El oe 
EE A Initial Action Description Sign & — C Chief El ac oe 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


> °¢ 


* Work Order ID 62375 UA | Page 7 


Tuesday, September 28, 2010 1:57:22 PM 


oo PES oe UA MINOO 


Revision ID: 


Item Name: Replacement Skidube stop IAN 
Start Date: 9/28/2010 Start Qty: 1.00 UN ill Cust Item ID: . 
Required Date: 10/12/2010 Req'd Qty: 1.00 A AN Customer: 
Reference: 
Run Stare (MN 

Approvals: Process Plan: Date: Tooling: Date: 

oc: Date: SPC; Date Soe HAN 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
210 QCS- Inspect part completeness to step on W/O 0.00 
AN | € Go 
QC Memo 0.00 ol GUY 
Quality Control Inspect Aft Cap, Fwd Step and Wing Walk of work to Current Step Inspect for 


Foreign objects per QSI 024 


220 0.00 
I Packaging Pa P? E/ 
QT _ . SENG 
Packaging Identify and pack for shipping as per PPPD205-634-04 I l 
Location: 


PPP OGI 


230 QC21- Final Inspection - Work Order Release 0.00 Å 
LLL e lo | 1103 | 


Memo 0.00 


Quality Control UME 
2 


Dart Aerospace Ltd , 
WORK ORDER CHANGES | 
Approval 
DATE PROCEDURE CHANGE Chief Eng / 


Part No: PAR +: Fault Category: NCR: Yes No DQA: Date: 


Resolution: ___ Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B ko 


Re] of NC a Ea) 
pare ser A a A Action Description ko E Chief a QC Ea) 
Chief Eng Chief Eng De: 


NOTE: Date & initial all entries 


H:\fFFORMS\Quality Assurancelapproved QA\NCRWO RevE 


a Picklist Print 


Page 1 
Tuesday, September 28, 2010 1:57:26 PM 
Work Order ID: 62375 AA OO O TN TNNT Y 
Parent Item: D205-634-041 KA AK AA 
Parent Item Name: Replacement Skidtube Start Date: 9/28/2010 Required Date: 10/12/2010 
Start Qty: 1.00 Required Qty: 1.00 
Comments: IPP Rev:N002.08.280FP was QCS in Step 27; Added QCS to Step 300KJ 
IPPRevP 10.02.19 per PARO9-043 EC verified by:DD 
IPPRev.O 06.02.28 Added paperwork EC 
IPP Rev:P 07-07-09 SS Wearplates & Gaskets JLM 
Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unitof Qtyon Qty per Kit Total Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
D2580-1 Manufactured No 110 Each 9.0000 1 
A Ll 
205 Skidtube bent detail 
Location Loc Qty Loc Code 
LG 8 
61805 2 
61867 2 
62047_ 2 
52048 2 C 
— I A O VO - < 
59856 1 
D2576-3 Manufactured No 140 Each 72.0000 1 
KANG EOT N OOT T NI 
Step (maching detail) 
Location Loc Qty Loc Code 
LG 72 
ss å L Leo 70-06 


Dart Aerospace Ltd 


WORK ORDER CHANGES 
Approval 


DATE | STEP PROCEDURE CHANGE Chief Eng / 
Prod Mgr 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: — Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 
E of NC Verification | Approval | Approval 
ome | sre Me A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QA\NCRWO RevE 


i Picklist Print Page 2 
Tuesday, September 28, 2010 1:57:26 PM A 
Work Order ID: 62375 A 
Parent Item:  D205-634-041 VO OA 0000 


Parent Item Name: Replacement Skidtube Start Date: 9/28/2010 Required Date: 10/12/2010 
Start Qty: 1.00 Required Qty: 1.00 
D2579 Manufactured No 140 Each 224.0000 


NAA MN 


Crossbolt Spacer 


Location Loc Qty Loc Code 
LG 224 
57052 5 
57348 4 
58433 2 
59113 7 
60845 37 
61199 169 20 EL l roho 6 
D2855 Manufactured No 200 Each 65.0000 1 1 
KA MM Å pe ig 
Cap 
Location - Loc Qty Loc Code 
FP6 1 A ER 
56613 1 A e 
ST026 64 
50513 1 
50770 28 
51539 2 
$3791 33 = Al 
AN3-5A Purchased No 200 Each 1,505.00 2 


NAA E IMM AA tota 


Eocation Loc Oty Loc Code 
ST350 1505 
105057 505 VL 
115016 500 
115371 500 
Tuesday, September 28, 2010 1:57:26 PM Shop Packet Print Page 2 


Dart E Ltd 


WORK ORDER CHANGES 


Cheren? | APproval | 7 
DATE | STEP | PROCEDURE CHANGE = CHANGE Pegs Chief Eng / E 


Prod Mgr 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 


Nor; | WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Acton. Section B 


NOTE: Date & initial all entries 


HMFORMS Quality Assurancelapproved QA\NCRWO RevE 


- Pieklist Print ag 
` Tuesday, September 28, 2010 1:57:26 PM ES 
Work Order ID: 62375 UN 
Parent Item: D205-634-041 KA GK 0 000 


Parent Item Name: Replacement Skidtube Start Date: 9/28/2010 Required Date: 10/12/2010 
Start Qty: 1.00 Required Qty: 1.00 
AN960JD10L NAS1149D0332) No 200 Each 0.0000 2 2 
AR O OU D TT (myeaess | MIM x2 A 
Wash 
MGE 130 hased No 200 Each 1,796.000 50 50 
A AO le HNL JM wlioliz 
Insert 
i Location Loc Qty Loc Code 
úl 115079 > HI 125 =e 
ST282 1017 
113238 17 
115502 500 
115581 500 
AN3C4A Purchased No 200 Each 2,108.000 50 
AGO UA Ge Yeo bn 
BOLT ; 
Location Loc Qty Loc Code 
ST245 38 
109061 11 
110139 27 
ST303 42 2 
115438 42 
ST350 2028 
114108 14 
114416 12 
Het PE i vad 
115589 1000 
Tuesday, September 28, 2010 1:57:26 PM Shop Packet Print Page 3 


Dart Aerospace Ltd l 
WORK ORDER CHANGES 


Approval Approval E 


QC Inspector 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Part No: PAR +: Fault Category: NCR: Yes No DQA: Date: 
Resolution: ___ Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


Description of NC Verification | Approval | Approval 
DATE | STEP Section A Section C Chief Eng | QC Inspector 


NOTE: Date & initial all entries 


H:MFORMS\Quality Assurancelapproved QA\NCRWO RevE 


Picklist Print 
Tuesday, September 28, 2010 1:57:26 PM 


Page A 


Work Order ID: 62375 
Parent Item: D205-634-041 


Parent Item Name: Replacement Skidtube 


AN960C10L NAS1149C0332 Purchased 
R- 
NG 
washer 
tured 
6010 
Gasket 
D3566 Manufactured 
VA 
Gasket 
D3566-1 Manufactured 
KG A N ll 
Gasket 


KA A Y 
UA A 0 U N T 


Start Date: 9/28/2010 Required Date: 10/12/2010 
Start Qty: 1.00 Required Qty: 1.00 
No 200 Each 29.0000 50 50 


musarto MW xso sl sholi 


Location Loc Qty Loc Code 
ST245 29 
107534 29 
No 200 Each 39.0000 1 1 
M A olors 
Location Loc Qty Loc Code 
FP012 39 
59661 5 
40209 8 NN ng 
61996 26 
No ` 200 Each 14.0000 I 1 
MM 40 whol yz 
Location Loc Qty Loc Code è 
FP 14 Y \ 
50869 14 
No 200 Each 31.0000 2 2 
Location Loc Qty Loc Code 
FPO15 31 
57715 2 AI 
60202 10 
61656 6 
61992 13 E 
Ser 


Tuesday, September 28, 2010 1:57:26 PM 


Shop Packet Print Page 4 


Dart Aerospace Ltd 


WORK ORDER CHANGES 
: Approval 
DATE | STEP PROCEDURE CHANGE Chief Eng / 


Part No: _ PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: ___ Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


DATE | STEP Description of NC Corrective Action Selen Verification | Approval | Approval 


Section A Section C Chief Eng QC Inspector 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


> Picklist Print 
Tuesday, September 28, 2010 1:57:26 PM 


Work Order ID: 62375 NAD N OT EG 
Parent Item: — D205-634-041 DA I A 


Parent Item Name: Replacement Skidtube 


Page 5 


Start Date: 9/28/2010 Required Date: 10/12/2010 
Start Qty: 1.00 Required Qty: 1.00 
D3564-11 Manufactured No 200 Each 6.0000 1 1 
AI A LIA 
Wearshoe 
Location Loc Qty Loc Code 
FP019 6 36 \ 108 YA 
60302 6 i 
D3564-13 Manufactured No 200 Each 12.0000 1 1 
NAA OONN OORT ONT WM 90 oe 
Wearshoe 
Location Loc Qty Loc Code 
FP17 12 
80862 2 == 
D3564-9 Manufactured No 200 Each 23.0000 1 1 
KA D T T W A 19 ote 
Wearshoe 
Location Loc Qty Loc Code 
FP 1 A 
55334 1 
FP019 22 
£0236- 9 Y \ 
61709 13 
Tuesday, September 28, 2010 1:57:26 PM Shop Packet Print Page 5 


NAT 


Dart Aerospace Ltd 


W/O: WORK ORDER CHANGES 


| Approval 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
NCR: WORK ORDER NON-CONFORMANCE (NCR) 


ome ATE ster Ek: 2 of NC eotrectne Acton- Son å deca) Ea ES 


Ek: 2 A deca) C Chief Ea QC ES 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Picklist Print 
` Tuesday, September 28, 2010 1:57:26 PM 
Work Order ID: 62375 NA DA UOR EII T | 
Parent Item: D205-634-041 KA OR NI 


Page 6 


SN 


Parent Item Name: Replacement Skidtube Start Date: 9/28/2010 Required Date: 10/12/2010 
Start Qty: 1.00 Required Qty: 1.00 
D3564-5 Manufactured No 200 Each 14.0000 1 1 
NAD AN 1 rs 
Wearshoe j 
Location Loc Qty Loc Code 
FG 1 
34806 1 — EEE 
FP19 8 
57525 1 
58709 1 
61699. 6 V | 
FP-19 5 
60868 5 
D2594-3 Manufactured No 200 Each 1,011. 


000 16 16 ‘ 
DV AN 111 EE 


O-Ring, 205 Skidtube 


Location Loc Qty Loc Code 
FP 43 BEE KV y |b 
55546 19 
58191 12 
59358 12 
fpa 968 
61762 ` 968 


Tuesday, September 28, 2010 1:57:26 PM Shop Packet Print Page 6 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval Approval 


QC Inspector 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B Ve og catión 


ae | of NC me = 
pare ser Ææ. | A Initial Action Description Sign & og c Chief EA ac = 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QANCRWO RevE 


$ Picklist Print pager 
` Tuesday, September 28, 2010 1:57:26 PM wa 
Work Order ID: 62375 KN OA q 
Paret em; DIOSA 001008 AN DAO A 


Parent Item Name: Replacement Skidtube 


Start Date: 9/28/2010 Required Date: 10/12/2010 
Start Qty: 1.00 Required Qty: 1.00 


D2594-1 Manufactured No 200 Each 331.0000 


16 16 
A II Al oo 
Plug, 205 Skidtube 


Location Loc Oty Loc Code 

FP 183 

å 42807 112 
55002 71 

FP14 148 AS 
58434 15 
59110 13 
61932 120 XX bp 

Tuesday, September 28, 2010 1:57:27 PM Shop Packet Print 
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Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE i ae Eng / Approval 
Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: __ Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


A of NC od ce eee 
ES ster A A Initial Action Description Sign € od C Chief Faa QC peg 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QA\NCRWO RevE 


CHANGE TO SS WEARPLATES AND 
GASKETS, INCLUDE DEO 9124/9183 


aaa 

E D2500-1-190 

== SHOP COPY 

== any YO 
e RETURN A 
De ENGINEERING ach 

oe UNCONTROLE ED Or 

SUBJECT TO AMENDME 
WITHOUT NOTIC E 
WORK ORDER 


1 
1 
24 
16 
1 


1 
1 


7 D3564-13 WEARSHOE NO. 


[3566-5 |] pe IN 
GASKET 


ALS7-1032-130 
or AKS7-1032-130 
or AKS4-1032-130 
or AELS-1032-130 
2 


GENERAL NOTES: 


HEG 

HE 

Fe KN 
he 
| 50 | 50 | 
| 2 | 2 | 
| 50 | 50 | 
L2 1.2] 


TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED 
ALL DIMENSIONS ARE IN INCHES 
INSERT D2596 WEB TO LOCATION SHOWN OFF AFT END OF SKIDTUBE AND BOND 
WEB INTO OUTER TUBE WITH NON-STRUCTURAL SIKAFLEX-241 ADHESIVE PER 
DART QSI 015 BEFORE BENDING. ENSURE HOLES LINE-UP. 
BEND AS A SMOOTH RADIUS STARTING WITH A MAXIMUM CENTERLINE RADIUS OF 
60 AND ENDING WITH A MINIMUM RADIUS OF 30. A MAXIMUM REDUCTION OF 0.200 
IN DIAMETER IS ALLOWABLE IN THE BENT PORTION OF THE TUBE. 
USE DART DRILL TEMPLATE TD2577-205 TO LOCATE AND DRILL @0.297 HOLES FOR 
WEARSHOE INSERTS. INSTALL ALS7-1032-130 PER SECTION D-D (50 PLACES) AFTER 
FINISH. INSTALL AN3C4A BOLTS AND AN960C10L WASHERS WITH SIKAFLEX-241/- 
291. 
WELDING TO BE DONE PER DART QSI 004. 
FINISH: 

SEE NOTES ON 

PAGE 2 FOR D2580-041 AND 

PAGE 3 FOR D2580-045 
INSERT D2594-1 PLUG C/W D2594-3 O-RING IN HOLES MARKED 'P' (BOTH SIDES OF 
TUBE) AFTER FINISH (16 PLACES). 


Copyright © 1996 by DART AEROSPACE LTD 


THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THAT IT IS NOT TO BE USED FOR ANY PURPOSE OR COPIED 
OR COMMUNICATED TO ANY OTHER PERSON WITHOUT WRITTEN PERMISSION FROM DART AEROSPACE LTD. 


Dart Aerospace Ltd 


Approval 
Chief Eng / 
Prod Mgr 


Part No: l PAR +: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


R: 
Sue Corrective Action Section B TEE 
Description of NC — - EE - Verification | Approval | Approval 
Chief Eng Chief Eng Date 


i 


NOTE: Date & initial all entries | 
$ $, 
"HWMFORMS Quality Assurancelapproved QA\NCRWO RevE 


e 


DETAIL_A 
SCALE 5:24 = 
37.50 
DISTANCE TO AFT END 


OF 02596 WEB 20.508 (TYP.) REFER TO DETAIL A 
(40 PLACES) 


SCALE 5:24 57.313 (REF). 


3 7 EQUAL SPACES 
GRIND FLUSH (4 PLACES) 02576-3 STEP k 8.188 PITCH 
ZS 


GRIND FLUSH 
GRIND FLUSH TI 
7S 


LOCATION RIDGE 
ON UNDERSIDE (02500-1) 


DETAIL Ç 
SCALE 5:24 


40.208 
DRILL PRIOR TO D2855 CAP. SEAL WITH 
INSTALLATION (2 PLACES) 


1.0 1.0 

DISTANCE BETWEEN HOLE DISTANCE BETWEEN HOLE 

AND TANGENT POINT AND TANGENT POINT 
AN3-5A BOLT (1) 
AN9GOJD1OL WASHER (1) 
(2 PLACES) 


WELD AS PER DETAIL B 


BLACK ANTI-SKID TOP OF STEP 
BLACK ANTI-SKID TO 0.5 TO 0.5 ABOVE BOTTOM EDGE 
ABOVE LOCATION RIDGE 


Cyn, 


SECTION D-D 
SCALE 5:24 


02579 SPACER 


REFER TO DETAL C 
AFTER DRILLING ANO BENDING ASSEMBLY 1 03566-5. 


f D3566-1— 03566-13 
(O PERFORM THE FOLLOWING FOR 90.508 HOLES ONLY: N / 
i Ý 1. CHAMFER HOLE 0.050 x 45' 

D2596 WEB (REF) S e) 2. INSERT 02579 SPACER (20 PLACES) 


ALS7-1032-130 (REF) 3. WELO INTO PLACE AND GRIND FLUSH 


4. Ct . A = \ Y \ 
(TYR. 50 PLACES) C'BORE 02579 SPACER TO 60.437 X 1.00 DEEP D3564—11 A cero 03564-13 
D3564-: 


AN3C4A BOLT (1) 
AN960C10L WASHER (1) 
(50 PLACES) 


i) FINISH: ACID ETCH, ALODINE PER DART QSI 005 4.1 PRIOR TO INSERTING D2596 WEB 


POWDER COAT ASSEMBLY GLOSS WHITE (REF. 4.3.5.1) PER DART QSI 005 4.3 AND 18. SUPPLIED ON THE EXPRESS CONDITION 02580 
NI ; f 
BLACK ANTI-SKID PAINT AS INDICATED PER DART QSI 005 4.4 OR COPIED OR COMMUNICATED TO ANY ones 
5 PERSON WITHOUT WRITTEN PERMISSION FROM 
DART AEROSPACE LTO. 07.02.27 


COPYRIGHT O 1996 BY DART AEROSPACE LYD. 


205 SKIDTUBE ASSEMBLY 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval 
Chief Eng / gå 
Prod Mgr | 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: | 


Resolution: Disposition: QA: N/C Closed: Date: 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QANCRWO RevE 


DETAIL E 
SCALE 5:24 
22580—1 DRILLING DETAIL 
37.50: 


DISTANCE TO AFT END 
OF 02596 WEB 90.508 (TYP.) REFER TO DETAIL E 


(40 PLACES) 


E Ñ 57.313 (REF) 
SCALE 5:24 7 7 EQUAL SPACES 
GRINO FLUSH (4 PLACES) 02576-3 STEP å 8.188 PITCH 


GRIND FLUSH 
GRIND FLUSH ZS 
7 


LOCATION RIDGE 190.0 
ON UNDERSIDE (02500-1) 
OF D2576 


RELEASED 


02580—5 BENDING AND CUTTING DETAIL 
(MAKE FROM D2580—1 DRILLING DETAIL) 


DETAIL G 
SCALE 5:24 
.208 


.508 
7 Poa _ _ _——- — 
så rs <= — = 
ORILL PRIOR TO D2855 CAP. SEAL WITH 
INSTALLATION (2 PLACES) SIKAFLEX—241/-291 
1.0 10 
DISTANCE BETWEEN HOLE DISTANCE BETWEEN HOLE 
Å AND TANGENT POINT AND TANGENT POINT 
AN3-5A BOLT (1) $ 
R OG] 


D2855 CAP 


AN9GOJD1OL WASHER (1) -A SEE NOTE ii) 
(2 PLACES) VAS 


D2580-045_ASSEMBLY DETAIL 


BLACK ANTI=SKID TOP OF STEP 
BLACK ANTI-SKID TO 0.5 TO 0.5 ABOVE BOTTOM EDGE 
ABOVE LOCATION RIDGE 


WELD AS PER DETAIL F 


SECTION H-H 
SCALE 5:24 


02579 SPACER 


> 
C'BORE 
NO 
AFTER DRILLING AND BENDING ASSEMBLY 03566-5. 03566-1 03566-13 
PERFORM THE FOLLOWING FOR 60.508 HOLES ONLY: 
1. CHAMFER HOLE 0.050 X 45 
02306, MES. (REF) 2. INSERT D2579 SPACER (20 PLACES) 
3. WELD INTO PLACE AND GRIND FLUSH 
ALS7-1032-130 (REF) b Ñ 
4. C'BORE D2579 SPACER TO 60.437 X 1.00 DEEP a 
(TYP 50 PLACES) D3564~11 RES p3564.9 03504-13 
43 


AN3C4A BOLT (1) 
AN960C10L WASHER (1) 


am! 50 PLACES) DRAWN BY 
FINISH: ACID ETCH, ALODINE PER DART QSI 005 4.1 PRIOR TO INSERTING D2596 WEB COPIRICHT O 1096 BY DART AEROSPACE LTO. e | DART gees 
POWDER COAT ENTIRE ASSEMBLY GREEN (REF. 4.3.5.8) PER DART QSI 005 4.3 THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL A REVO. 


BLACK ANTI—SKID PAINT AS INDICATED PER DART QSI 005 4.4 i SHEET 3 OF 3 
i) IT IS ACCEPTABLE TO GRIND A RELIEF IN THE D2855 AFT CAP TO PREVENT INTERFERENCE SCALE 
WITH_THE SPACER AT THIS LOCATION DART AEROSPACE LTO. 205 SKIDTUBE ASSEMBLY 1:24 


| " Dart Aerospace Ltd 


WORK ORDER CHANGES 


- DATE | STEP l PROCEDURE CHANGE 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Description of NC — Corrective neuen - Se a - Verification | Approval | Approval 
Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


‘NOTE: Date & initial all entries Sa 


H:\fFORMS\Quality Assurancelapproved QA\NCRWO RevE 


w 


ie 


NO. auc 


AWS D17.1.2001 
QUALIFICATION TEST RECORD 


Name: i Des che 
Job number: Galle oS SS 
Part number: | — EN - eee A 
Description: DOS skid Aube 
Welding Process: Tig[.4” Mig[ ] 
Base materiel: Alu minmiArmrsa 


Current: ACLA DCI | 


TEST REQUIREMENTS AND RESULTS 


Visual: pass” fail[ 

Penetration: sl fail[ 
UNACCEPTABLE 

Cracks: —pass[ Ay faill ] 

Undercut: pass P falf ] 

Pin holes: pass[41 / fail[ ] 

Overlap (cold lap) pass 47 fail ] 

Porosity (surface): pass[ 4 / failf ] 

Coloration: pass[w] fail[ ] 

Qualifier ee Date of Test Coupon _/0.0¢.22 


Welder Kon Wie L: | i Date of Test Coupon 


The above named individual is qualified in accordance with AWS D17.1.2001 to weld 


HAFORMS Productionapproved prod |Welding Coupon.Rev.A 


A AAA 


